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THIS IS UNEVALUATED INFORMATION 


^ the name "Kramatorsky Heavy Machine Tool Plant” was the correct 

name of “Stankostroi” after the plant had been put into operation* 


^the name of some Soviet leader or event, connected with the 

Soviet Reg-^ ''"Signed to the plant, since that procedure was followed, in 

'all casesf UNCODED for enterprises of that kind* I I 


the plant was called either ”Stankostroi”j or the Kramatorsky 
Heavy Machine Tool Plant* 


I the cons tim e tion of the plant was begun approximately in 

1937 ^ II UNCODED \ yTe ifl/orld War II, only preliminary construction 

of the plant was completed and put into operation. The designing division of 
the plant started its work, with an incomplete staff, approximately from the 
beginning of 1939. The plant started production in 19^0* 


It was a new plant* 


the plant operated under the Ministry of Machine Tool Building 
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In the autumn' o f I9I4I the plant was evacuated to the city of Novosib irsk* I 

^Jits last echelon left in the middle of October I9I4I* | 

I the plant was Returned to its original site after the end of World War II. 

a part of it remained in Novosibirsk where a new plant has 


25X1 


been built on the base of this part# 


I there was no used equipment at the plant at that time. 25X1 


at least before evac imt ion. the plant was partly engaged in 


manufacturing of military production 


the total number of people employed at the plant before 

“evacuation were only 2000-2500'. 


25X1 


I^esigning and raanuraotnring of large metal -cutting machine tools was a task of 
the plant. The following machine tools were Included in the numhp.r nf TnafViina 
tools produced hy the plant: roll lathes, lathes, and] 
boring machines. 


25X1 


plant trade mark should be on machine tools produced by the plant. 


The following were some of the leading personalities 
plants 

(a ) Nikola I H e hr ikhbvich Te vs 'J 


at the 


(b) 


, - . ~ ~ I highly -qualif ied engineer- 

designer who, before World War II, was chief of the lathes division of "PKO" 
^Projecting - Designing Department) of the machine tool plant. 

Platon Feok tistovich Balyunov. the same type as Mt» Tp-n-g ^but a somewhat 

younger man ' 


the head of a research group at "PKO" of the machine tool plant 


Mr Balyunov was ' 
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The plant before evacuation* had four manufacturing shops: machine shop, 
assembly' shop, pattern shop, and foundry of non-ferrous and small cast iron 
castings. Moreover, the machine tool plant had a plant laboratory, and had 
to have a repair -machine shop and apprentice shop or apprentice workshop* The 
plaht'got forgings and large cast iron castings from (Novo-Kramatorsky 

Machine Building Plant) . At the same time, patterns which the machine tool 
plant submitted for this purpose to were used for molding the molds# 

"HKMZ” was situated at a distance of somewhat more than one kilometer from the 
Kramatorsky Heavy Machine Tool Plant- The plants were linked by a railroad line* 
The machine tool plant was connected with the main railroad line by the plant rail- 
road line of »MMZ"o 


[the definition of the category of metal-cutting machine 

tools in the technical literature of the USSR is approximately as follows: 
"Machine tools for the machining of metals through the cutting off of shavings 
from metals by any method are called metal -cutting machine tools.” 


A. The situation with the shortage of metal-cutting machine tools in the USSR has 25X1 
changed '' great deal at the present time in comparison with the period before 
WotrlU v/ar II. Since the end of World War II, the USSR has imported a large 
quantity of metal-cutting machine tools fron dismantled enterprises in the 
Soviet Zone of Germany* The USSR also got a rather large quantity of machine 
tools from Germany in the form of industrial supplies as reparations. Large 
German machine tool plants were considerably destroyed by bombardments during 
World War II and for some time completely discontinued production. Some machine 
tool firms of East Germany had a considerable number of finished and partly 
finished machine ’tbbl'parts- Besides that, a large quantity of machine tools 
damaged by bombardments', burnt machine tools in particular, were at machine tool 

enterprises* Some machine tool plants of East 
Germany, after their partial restoration, started to produce new machine tools 
(chiefly oh the base of old finished and partly finished parts of machine tools) 
and to repair damaged machine tools in 19U7-19U8. The following firms are 
included in the above-mentioned firms: the "Niles" firm and series of small 
firms in the city of Chemnitzj the "Pfauter” firm in the city of Leipzig, and 
others. A part of a plant of the "Reinecker" firm in Chemnitz has been recon- 
majority of the most valuable machine tools manufactured in the 
Soviet Zone of Germany, has been sent to the USSR as reparations which, in total, 
amounts to a considerable number of machine tools. A number of machine building 
plants in the' USSR began to receive dismantled equipment including dismantled 
machine t ools, from Germany in l arge^ quantities shortly after the end of World 

these dismantled German metal cutting 

have 


War II. _ _ 

machine tboxs, together w ith GermanT^ machine tools delivered as reparations 


25X1 


relieved the acute shortage of machine tools which existed in the USSR for 
several postwar years* In the spring of 19U9 I I there was still a 25X1 

large quantity of machine tools, scheduled for the USSR, particularly at the 
railroad transfer base in Bre st-Litovsk . These have. been gradually transported 

to plants in the USSR. in 1914-9^ [ there was no longer an acu't25X1 

need for most types of metal -cutting machine tools at working plants of “MTM” 
^Ministry of Heavy Machine-Building) of the USSR and it is obvious that the output 
of machine tools by Soviet plants has alleviated the shortage to a certain degree* 

A very iiriportarit circumstance should be pointed out here, however, and that is 
that a considerable number of machine tools belonging to enterprises which were 
World War II, especially large heavy machine tools which were 
dismantled for transportation, were damaged considerably by careless handling* 
Furthermore, the conditions under which they were used in new places during the 
war were, as a rule, worse than they had been before the evacuation* The 
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following factors were the causes of this; worse shops; large numbers of 
poorly qualified machine tool operators; low shop temperature; shortage of 
lubricants and wiping materials; shortage of spare parts, necessary tools and 
devices; bad maintenance; and, in particular, repairs which were untimely and 
u ' All this was aggravated by the extreme overfatigue and ex- 

toustion of the majority of machine tool workers and administrative-technical 
personnel of the plants. In particular, at MMZ in Electrostal, abnormally high 
wear, breakdowns of machine tools during operation, and the exploitation of 
urgently needed overhauling became ^uite habitual during 
m of machine tools was very badly worn out by the 

maJhiL ^>-'0 following machine tools are included among the metal-cutting 

mchine tools for which a great need has been felt in the USSR since 'World War ^ 
ils gear-cutting machines for cutting teeth on gear wheels and on pinions with 
bevfr the rolling method; _ gear-cutting machines for cutting teeth on 

, Sssrs with helical teeth for high speed gearings (Gleason, Klingelnberg)* 
precision gear-milling machines for cutting teeth on gears for high-speed gear’ 

some types of boring machines; and mai^ 
large machine tools and special machine tools© 


25X1 


technologists! | tolc^ |that the Soviet- 

made metal-cutting machine tools were worse than American, English and German 
ones • 


gr^t^efect^ofThr^^^h^^ °+ manufactured machine tools is al^ a 

great defect of the machine tool industry of the USSR as such. 


embraces a larve ^ Plants of the USSR, the Intraplant normalization 

brofilP^hf^^ ®+^ ^ ^ machine parts and such members as threads; 

,°f sections of machine parts; diameters; and also tolerance'- and fi + e. 

building; materials of machine-parts and recommended and 
obligatory heat treatment, normal technological procesSI of nInStSw S 
machine parts and so on. For all this, plLts of the MListrTof MaJS tSi 
uilding have inyaministry standards. Plants worked out noraal types of manh-i ne 
tools and have standardized units of machine tools. " machine 


p^SnSg! ®=^P®rmental work; and insufficient and weak perspSve ^ 
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each Soviet plant has so-called »Shtatnoye raspisaniye" 
XitafF^chedhleTT A staff schedule is worked out by the ministry for each year 
for each plant of the ministry on the base of norms* Norms take into accounts 
technical data of the plant, the nomenclature of articles manufactured by the 
plant, and the yearly plan of industrial production in tonnage and in terms of 
price. The staff schedule points out to the plant a total staff of workers and 
employees necessary to the plant, and gives its division as to the number of 
workers arid employees separately, showing their categories and functional wages* 
Limits for wages approved by the ministry are assigned in conformity with the 
staff schedule. These limits also take into account the so-called "tariff zone" 
of the enterprise, 'determining the degree of tariff rates of workers and employees 
of the plant in accordance with its geographic location* Plants have no right 
to violate the staff schedule and pass over limits of wages* 


Assuming, that the number of working hours per month is 200 on the average, that 
a yearly recreation leave is 100 hours, and that the total sick leave is also 
100 hours per year, and not taking into account hours of overtime work and 
state holidays, we have approximately, 2200 hours working hours per year fcr the 
average productive worker* 


The chief mechanic *s department of NKMZ in Kramatorsk did most of the repairing 
of nbn-Sdviet-made machine tools and manufactured a considerable number of spare 
parts for them* The chief mechanic of the plant had a large chief mechanic *s 
department, a large' and well-equipped machine -repair shop, and mechanic’s divisions 
at shops at his disp osal. Supervision and' c aring for equipment of the shop, 
maintenance work' and j ^ planned-preventive repair of equip- 

ment were performed by mechanic’ s divisions of shops. Each manufacturing shop of 
the plant had this' division* Overhatils of machine tools would be made by the 25X1 
repair machine shop* 
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[tHe riiimber of skilled workers being trained corresponds approximately 

to ^ the ’ h-uMber required to fin the needs of the machine tool industry, but that 
not enough engineers and technicians are being trained* The level of qualifica- 
tion of trained workers, engineers and technicians, however, is undoubtedly lower 
than the level necessary for the industry* 


Trade ' schools of the Ministry of Labor Reserves of the USSR (or, the Labor 
Reserve Board at Soviet People's Commissars of the USSR) are the 25X1 

skilled manpower for the machine-building 
machine tool 'building i ndustry* Training at trade schools of the machine- 
^^^^^^^ irititistry lasts | _ H for only two years. This term 25X1 

particularly in view of the general low level of culture and the 

study of people trained at trade schools. There- 
fbr6> trade schools are not able and do not train highly-skilled and universal 
workers. Trade schools prepare machine tool workers of narrow 
specialty, of average and lower than average qualifications. On completion of 
a trade school, workers are usually placed in the foxarth or fifth class of the 
eight-class worki^ tariff table (wage scale), and their basic specialty is 
shown on the certificates which they receive on coa5)letion of the trade school, 
e g, a fourth- class turner on metal, or a fifth-class milling machine operator, or 
^ and so on. Thus, after completion of 

worker has a qualification permitting him to operate only 
machine tools of certain kind in conformity with the training which he received# 

These machine tool Workers do not repair and control machine tools. They do not 
have the necessary qualification for this, and it is not their duty. Trade 
ao-called fitters-mechanics or, more correctly, repair fitters^ 
to supervise 'equipment and perform bench and assembly repair work. On completion 

also limited in specialty on the level of 
the qualifications of machine tool operators but in their own field, i e as 
repair fitters. 


-ine ivramatorsky heavy 

Machine Tool riant h ad started to oper ate shortly before the entry of the USSR 
into World War II. ] | all machine tools made by this plant had 

cast iron main housings, and I did not hear that they were replaced by designs 
made of rolled steel shapes. The USSR did not have a sirigle rolling mill of 
_Gray” - t^e (for rolling wide flange beams) before World War II J — 

1 >1 . - - 4 


25X1 


and thus could not have available homemade wide flange beams. 
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On mahufaetiirlng herringbone gears and pinions, the presence or absence of a 
groove for relief of a cutting tool is determined by the type of machine tool 
on which the cutting ^of teeth is performed* At the machine building plants of 
the USSR I the majority of gear-cutting machines for cutting teeth on 

cylinder gear wheels were made as gear-milling machines for cutting with gear 25X1 
cutters, Thus, only gears with a groove for relief of a gear cutter could be 
cut ‘oh them* In machine building plants of the USSR, however, there are also such 
gear cutting machines, as gear planers of the "Sykes” type, and gear milling 
machines for cutting teeth with millir^ cutters— end mills. Herringbone gears 
of the continuous tooth type, having no grooves, are cut on these machines* 25X 


Speed in metal cutting machine tools of the USSR has been obtained mechanically 
in all ' cases j ^ At the same time, depending on the machine tool, the 

process of shifting has been realized either by hand or electrically* 25X1 


In ^1 casesf 


the controls have been electrical* 


[ up to the middle of the 19UU’s at least, electronic controls 
were not used in the m achine tool building of the USSR, a nd in those machine 
tools of foreign firms I I 


-end- 
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